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In The Claims: 

43, (Currently Amended) A method of making a joint between a first and a 
second component using a fastener having a first end with an adjacent flange having a 
diameter greater than a first tubular barrel portion and a second end having a second tubular 
barrel portion merging into a shoulder of a flanged part having a greater diameter than said 
second tubular barrel portion, characterized by the following steps: 

a) making a joint between said first end of said fastener and said first component 
by deforming said first tubular barrel portion radially outwardly thereby sandwiching said 
first component between said flange and said first tubular barrel portion; 

b) introducing said second end of said fastener through a hole in said second 
component by applying said second component to said first component, whereby said 
shoulder of said flanged part abuts said second component spacing said second component 
from said first component; 

c) fastening said fastener to said second component by deforming said second 
tubular barrel portion radially outwardly thereby sandwiching said second component 
between said shoulder and said second tubular barrel portion; and 

d) optionally fixedly attaching said two components at one or more positions 
remote from the fastener device, with step d) being performable either before or after step c); 

wherein step a) comprises piercing said first component with said first end of said 
fastener. 

44 to 46. (Canceled) 

47. (Currently Amended) A method of making a joint between a first and second 
component using a fastener having a first end with an adjacent flange having a diameter 

-2- 

PMX 4/10 s RCVD AT 7/25^005 4:30:41 PM [Eastern Daylight Time] ^ SVR:USPTO€FXRF-6/28 * DNiS:2738300 * CSID:212 848 9590 * DURATION (mm-ss):02-S6 



07/25/2005 15:31 GREENBERG/TRfiUR I G ■> 801 140081 5? 12738300B 



NO. 537 



P05 



greater than a first tubular barrel portion and a second end having a second tubular barrel 
portion merging into a shoulder of a flanged part having a greater diameter than said second 
barrel portion, characterized by the following steps: 

a) making a joint between said first end of said fastener and said first component 
by deforming said first tubular battel portion radially outwardly thereby sandwiching said 
first component between said flange and said first tubular barrel portion; 

b) introducing said second end of said fastener through a hole in said second 
component by applying said second component to said first component, whereby said 
shoulder of said flanged part abuts said second component spacing said second component 
from said first component; 

c) fastening said fastener to said second component by deforming said second 
tubular barrel portion radially outwardly thereby sandwiching said second component 
between said shoulder and said second tubular barrel portion; and 

d) optionally fixedly attaching said two components at one or more positions 
remote from the fastener device, with step d) being performable either before or after step c) 
wherein said fastener includes a first element being attachable to said first component and a 
second element being insertable into the second component and adjoining said elements by 
one of inserting a fastener through said two elements and bolting a threaded shaft of one of 
said elements to the other of said elements. 

48, (Currently Amended) A method of making a joint between a first and second 
component using a fastener having a first end with an adjacent flange having a diameter 
greater than a first tubular barrel portion and a second end having a second tubular barrel 



-3- 

PA(X 5/10 * RCVD AT 7/25/2005 4:30:41 PM [Eastern Daylight Time] ' SVR:USPTO-BFXRF-6/28 1 DNIS:2738300 * CS1D:212 848 9590 * DURATION (mnws):02-56 



07/25/2005 15:31 GREENBERG/TRAURIG 80114008157127383808 



NO. 537 D06 



portion merging into a shoulder of a flanged part having a greater diameter than said second 
barrel portion, characterittd by the following steps: 

a) making a joint between said first end of said fastener and said first component 
by deforming said first tubular barrel portion radially outwardly thereby sandwiching said 
first component between said flange and said first tubular barrel portion; 

b) introducing said second end of said fastener through a hole in said second 
component by applying said second component to said first component, whereby said 
shoulder of said flanged part abuts said second component spacing said second component 
from said first component; 

c) fastening said fastener to said second component by deforming said second 
tubular barrel portion radially outwardly thereby sandwiching said second component 
between said shoulder and said second tubular barrel portion; and 

d) optionally fixedly attaching said two components at one or more positions 
remote from the fastener device, with step d) being performable either before or after step c); 
and wherein step of providing said fastener includes providing a first element component as 
set forth in step a) and a second element joinable to the second component as set forth in 
steps b) and c) and a third element insertable between said first and second elements prior to 
performing step c). 

49-51. (Canceled) 

52, (Currently Amended) A method of supporting panel members in spaced 
relation and forming a panel assembly, comprising the following steps: 

forming an opening in a first of said panel members, inserting a first end portion of a 
fastener element having an abutment into said panel member opening and clinching said first 
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end of said fastener element to said one of said panel members by deforming a portion of 
said fastener element radially outwardly over said first of said panel members positioning 
said panel member between said abutment and said fastener element being deformed radially 
outwardly; 

forming an opening in a second of said of said panel members, and overlaying said 
second of said panel members upon said first of said panel members thereby coaxially 
aligning said first opening in said first panel with said second opening in said second panel; 
inserting a second end of said fastener element having a second shoulder into said opening in 
said second of said panel members and clinching said second end of said fastener element to 
said second of said panel members by deforming a portion of said fastener element radially 
outwardly over said second of said panel members thereby pinching said panel member 
between said shoulder and said panel member being deformed radially outwardly; wherein 
said method further includes piercing said opening in said first panel member with said first 
end of said fastener element* 

53. (Currently Amended) The method of supporting panel members in spaced 
relation and forming a panel assembly as defined in claim 52, wherein said fastener element 
first and second end portions are tubular and said fastener clement includes a radial flange 
portion adjacent to one of said tubular end portions but fe v spaced from the_other of said 
tubular end portions, said method including inserting said tubular end portions of said 
fastener element through said openings in said first and second panel members and clinching 
said fastener member tubular end portions to said panel members by radially deforming said 
tubular end portions of said fastener element. 
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54. (Currently Amended) A method of supporting panel members in spaced 
relation and forming a panel assembly, comprising the following steps: 

forming an opening in a first of said panel members, inserting a first end portion of a 
fastener element having an abutment into said panel member opening and clinching said first 
end of said fastener element to said one of said panel members by deforming a portion of 
said fastener element at said first end r adially outwardly over said first of said panel members 
positioning said panel member between said abutment and said portion of said fastener 
element at said first end b eing deformed radially outwardly; 

forming an opening in a second of said ofoaid panel members, and overlying said 
second of said panel members upon said first of said panel members thereby coaxially 
aligning said first opening in said first panel with said second opening in said second panel; 
insetting a second end of said fastener element having a second shoulder into said opening in 
said second of said panel members and clinching said second end of said fastener element to 
said second of said panel members by deforming a portion of said fastener element at said 
second end r adially outwardly over said second of said panel members thereby pinching said 
panel member between said shoulder and said portion of said fastener element at said second 
end panel member being deformed radially outwardly; 

wherein said fastener element comprises a plurality of parts including a first female 
fastener element, a second female fastener element and tubular spacer element, said first 
female fastener element including said first end portion of said fastener element and said 
second female fastener element including said second end portion of said fastener element 
and said female fastener elements having a bore therethrough, said method including the 
following steps: 
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inserting said first end portion of said first female fastener element in said opening in 
said one of said panel members and clinching said first end portion; 
securing said tubular spacer element to said first female fastener element generally coaxially 
aligned with said bore through said first female fastener element; 
inserting said second end portion of said second female element through said opening 
through said second of said panel members and clinching said second female fastener 
element to said second of said panel members; and 

securing a second end of said tubular spacer member to said second female fastener 
element generally coaxially aligned with said bore through said second female fastener 
element. 
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